Appl. No. 10/630.241 

Amdt. dated June 21 . 2005 

Reply to Office Action of ly/larch 22, 2005 



Amendments to the Claims 

Tills listing of claims will replace all prior versions and listings of claims in the application: 

Listing of Claims: 
Claims 1-11 (cancelled). 

Claim 12 (currently amended): A m e thod of managing or contro l l i ng an e l e ctric arc 
w e lding shop uti l izing s e v e ral w el ding torchos (10) which compr i co tho st e ps of: 

(i) f ee ding e ach torch at le ast on e consumab l e w i re (11); 

(it) mov i ng e ach consumab le wiro (11) w i th a w i r e spe e d (V); and 

p) subj e ct i ng oach wire to an el ectr i ca l curr e nt of i nt e ns i ty (I); and {IL. 

(a) wh e r e in at least one w i r e sp ee d va l u e (V) is d e term i ned by a sp ee d 

s e nsor, wh e r e in said V is th e av e rage spe e d at which oach wire (1 1) fe e ds 

e ach torch (10) ov e r a given p e riod (T); 
4b) whore i n at l e ast on e curr e nt i ntensity valu e ( I ) is d e t e rmined by a current 

conoor, whoro i n sa i d I is th e av e rage curr e nt which e ach wire (1 1) i s 

subj e ct e d to over a g i von poriod (T); and 
(o) wh e r e in at l e ast one product i v i ty paramet e r solocted from the group 

cons i sting of: duty factor (DF) and d e pos i tion rat e (DR) i s dotorm i nod by 

said valu e s V and L 

A method which may be used for remotelv manaqino or controlling an electric arc welding 
shop utilizing at least one welding torch, said method comprising: 
a^ feeding each torch at least one consumable wire; 

b) moving each consumable wire with a wire speed (V): 

c) subjecting each wire to an electrical current of intensity (\): 

dl) determining, by means of a speed sensor, at least one wire speed value 

(V), wherein said wire speed value (V) is the average speed at which each 

wire feeds each torch over a given period (T); 
e) determining, bv means of a current sensor at least one current intensity 

value (I), wherein said current intensity value (I) is the average current 

which each wire is subiected to over said period (T): 
fi acguiring. bv means of an of an acouisition means, at least one value of 

said wire speed value (V^ and at least one value of said cun^ent intensity 

value (\): 
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determining, from said wire speed value fV) and said current intensity 
value H). at least one productivity parameter selected from the group 
consisting of duty factor (DF) and deposition rate (PR): and 
h) remotely transmitting, by means of a communication netw ork, a value to a 
central remote control device, wherein said value comprises at le ast one 
member selected from the group consisting of: 
1 ) said duty factor (DF): 
2^ said deposition rate (PR): 

3) said wire speed value (V): and 

4) said current intensity value (0. 

Claim 13 (previously presented): The method according to Claim 12, wherein the 
shop comprises from about 2 to about 20 welding torches. 

Claim 14 (previously presented): The method according to Claim 12, wherein each 
said torch is fed at least 1 wire. 

Claim 15 (previously presented): The method according to Claim 14. wherein each 
said torch is fed 1 or 2 wires. 

Claim 16 (cancelled) 

Claim 17 (currently amended): The method according to Claim 12. wherein said 
method further comprises storing at least one value selected from the group consisting of: 
V i PF and PR wire speed value Cs/). cun^ent intensity va lue (\Y duty factor (PF). and 
deposition rate (PR) . 

Claim 18 (currently amended): The method according to Claim [[17]] 12. wherein 
said method further comprises a step of processing at least one value se lected from the 
group consisting of the wire speed values (V) or the intensity values (W before or after 
storage, o i thor b e fore and/or aftor ctorag e. 

Claim 19 (previously presented): The method according to Claim 18, wherein said 
processing occurs before storage. 
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Claim 20 (currently amended): The method according to Claim 18, wherein 
processing each said wire speed value (V) or each said intensity value (I) consists of 
calculating at least one productivity parameter selected from the duty factor (DF) and the 
deposition rate (DR) for each torch (10) and/or oLoptionally the average value of these 
parameters for all the torches. 

Claim 21 (currently amended): The method according to Claim 12. wherein said 
method further comprises transmitting to a shop monitoring means at least one value 
selected from the group consisting of: V. I , DF and DR to th e shop mon i tor i ng m e ans of 
wire speed value (V). current intensitv value ID. dutv factor (DF), and deoosition rate 
(DR) . 

Claim 22 (previously presented): The method according to Claim 21, wherein said 
transmission occurs via a remote transmission step. 

Claim 23 (currently amended): A system for remotelv managing or controlling an 
electric arc welding shop in which s e v e ra l w e lding torchoc (10) ar e at least one welding 
torch is utilized, each fed at least one consumable wire fl4), each consumable wire (44) 
moving with a wire speed (V) and subjected to an electrical current of intensity (I), which 
comprises: 

(a) a.first determination means for each torch (4^). comprising a speed sensor 
for determining at least one wire speed value (V) representative of the 
average speed at which each wire 444) feeds each torch (40) over a given 
period (T) [[or]] and/or comprising at least one current sensor for 
determining at least one current intensity value (I) representative of the 
average current to which each wire 444^ is subjected over the given period 
(T); and 

(b) a_second determination means that cooperates with the first determination 
means in order to determine, from at least each speed value (V) of the wire 
(44^ or each intensity value (I) of the electrical cunrent determined by the 
first determination means, at least one productivity parameter selected 
from the duty factor (DF) and the deposition rate (DR) for each torch fW) 
of the shop and/or optionally the average value of these parameters for all 
the torches of the shop[[.]]i 
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Ic) a remote transmission means which cooperates with a communicating 
network for remotely transmitting data to a central remote control device, 
wherein said data comprises at least one member selected from the group 
consisting of: 

1) said duty factor (DF): 

2) said deposition rate (PR): 

3) said wire speed yalue (V): and 

4) said current intensity value (1): and 

d) a central remote control device for saving, analyzing, and/or processing at 
least part of said remote transmitted data. 

Claim 24 (currently amended): The system according to Claim 23, wherein said 
system further comprises storing means for storing at least one selected from the group 
consisting of: th e duty factor (DF), th e deposit i on rat e (BR), th e wir e sp e ed va l u e (V) and 
th e curr e nt i nt e nsity ( I ). 

(a) said duty factor (DF): 

(b) said deposition rate (PR): 

(c) said wire speed value (V): and 

(d) said current intensity (I). 

Claim 25 (cancelled) 

Claim 26 (currently amended): The system according to Claim 23, wherein said 
system further comprises: 

a) aLmeans for acquiring and/or storing at least one wire speed value (V) 
determined by the speed sensor and/or at least one current intensity value 
(I) determined by the current sensor; and/or 

b) a_means for processing the wire speed values (V) and/or the intensity 
values (I) before and/or after storage. 

Claim 27 (new): The method of Claim 12, wherein data processing and storage are 
associated with said sensors. 
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Claim 28 (new): The method of Claim 12, wherein said acquisition means is 
connected to said sensors by a connection means, wherein said connection means 
comprises at least one member selected from the group consisting of: 

a) analog communication ports; 

b) digital communication ports; and 

c) acquisition paths. 

Claim 29 (new): The method of Claim 28, wherein said acquisition means acquire, 
store, and/or process at least some of the value sent by said sensors or by the data 
processing and storage facilities associated with said sensors. 

Claim 30 (new): The method of Claim 12. wherein: 

a) a data processing unit processes at least one value selected from the 
group consisting of said wire speed values (V) and said intensity values (I); 

b) said data processing unit calculates at least one productivity parameter 
selected from the group consisting of said duty factor (DF) and said 
deposition rate (DR). 

Claim 31 (new): The method of Claim 30, wherein said data processing unit is 
located near or in the shop. 

Claim 32 (new): The method of Claim 30, wherein said data processing unit is a 
central computing unit. 

Claim 33 (new): The method according to Claim 30. further comprising using at 
least one productivity parameter selected from the group consisting of duty factor (DF) 
and deposition rate (DR) for following, over the course of time, at least the workload of 
each torch. 

Claim 34 (new): The method of Claim 12, further comprising using said central 
remote control device for extracting trends from said remotely transmitted values of said 
duty factor, said deposition rate (DR), said wire speed value (V). and said current 
intensity value (I). 
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Claim 35 (new): The method of Claim 34, further comprising using said extracted 
trends for activating an alarm or carrying out a feed back operation on at least one torch. 

Claim 36 (new): The system of Claim 23, wherein said central remote control device 
extracts trends from said remotely transmitting data, wherein said data comprises at least 
one member selected from the group consisting of: 

a) said duty factor (DF); 

b) said deposition rate (DR); 

c) said wire speed value (V); and 

d) said current intensity value (I). 

Claim 37 (new): The system of Claim 23. wherein data processing and storage 
facilities are associated with said sensors. 

Claim 38 (new): The system of Claim 23, further comprising an acquisition means, 
wherein: 

a) said acquisition means is connected to said sensors by a connection 
means; and 

b) said connection means comprises at least one member selected from the 
group consisting of: 

1) analog communication ports; 

2) digital communication ports; and 

3) acquisition paths. 

Claim 39 (new): The system of Claim 23, wherein said acquisition means acquire, 
store, and/or process at least some of the value sent by said sensors, or by said data 
processing and storage facilities associated with said sensors. 

Claim 40 (new): The system of Claim 36, wherein said data processing unit 
comprises a central computing unit. 
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Amendments to the Abstract 

Please replace the subtitle and text of the Abstract as follows: 
Abstract of the Disclosure 

Method of manag i ng or control l ing an o l octric arc w e lding shop i n wh i ch sev e ra l 
welding torch e s (10) ar e e mp l oy e d e ach fod w i th at le ast on e concumab l o wiro (11), each 
consumablo wir e (1 1) moving w i th a w i r e opood (V) and b e ing subject e d to an e lectr i ca l 
current of intonc i ty (I), in wh i ch, for oach torch (10), at l oact ono w i ro cpood valuo (V) 
r e pres e ntativ e of tho average sp ee d at wh i ch each w i ro (11) f e eds e ach torch (10) ov e r a 
giv e n p e r i od (T) i s determ i n e d by m e ans of a speod consor or at l e ast ono intonc i ty va l ue 
( I ) of th e curr e nt r e pres e ntat i v e of th e averag e current to which e ach w i r e (1 1) i s 
subj e ct e d ov e r th e g i v e n p e r i od (T) is d e t e rm i n e d by m e ans of a current sensor, and at 
l oact ono productivity param e ter chosen from th e duty factor (DF) and th e d e position rat e 
(PR) for each torch (10) of tho chop and/or opt i ona ll y tho average va l u e of th e s e 
paramet e rs, for al l the torches of th e shop, i s d e t e rm i n e d from at l east each sp e ed va l ve 
(V) of the w i r e (11) or oach i nt e nsity valu e (I) of tho oloctr i cal current obta i nod in st e p (a). 
Syctom for i mp le m e nt i ng tho method. Methods of controllino an arc weldino sho D> In the 
shop, several weldino torches are used and each are suopiied with consumable wire. 
The wire moves at a wire speed and is subjected to an electrical current . For each torch. 
either an average wire speed or an averaoe electrical cunrent, as measu red over a fixed 
time period, is determined bv a sensor. These values then allow produc tivity parameters 
to be selected for the torches. Productivity parameters include the duty factor the 
deposition rate, the averaoe duty factor, and the averaoe depo sition rate. 

Attachment: Replacement sheet 
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